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Description 

FIELD OF THE INVENTION 

[0001] The present invention relates to a method for 
manufacturing and securing one-piece tape tabs to dis- 
posable absorbent articles comprising tape tab closure 
members, and more particularly to a method for the on- 
line manufacture and securement of one-piece tape 
tabs to disposable absorbent articles. 

BACKGROUND OF THE INVENTION 

[0002] Disposable absorbent articles, such as dia- 
pers, training pants, incontinence garments, feminine 
hygiene garments and the like have become very popu- 
lar in the market place today. Typically, adhesive tape 
tabs fasteners are used to secure the absorbent articles 
about the waist of the wearer. Such fasteners are gener- 
ally manufactured separately from the absorbent arti- 
cles to which they are attached. For example, it is 
common for the manufacture of tape tabs to take place 
in different facilities than the manufacture of the absorb- 
ent article chassis, and at a different time. Generally, 
tape tabs are manufactured by applying a release agent 
to a backing and winding the backing onto a roll. The roll 
of backing material treated with a release agent is then 
unwound and coated with pr essi#e-sensrtive adhesive. 
A release substrate is then generally joined to the back- 
ing material comprising the pressure-sensitive adhe- 
sive, forming a tape stock The tape stock is then 
rewound onto rolls for shpptng. Finally, at the place of 
manufacture of the absorbent article, the tape stock is 
unwound, cut to size, and joined to the chassis of an 
absorbent article. 

[0003] EP-A-0 379 850 discloses a method for manu- 
facturing a fastening tab. A web is coated with an adhe- 
sive and has a non-adhesive band extending centrally in 
the direction of the longitudinal axis of the web. The web 
is cut into individual fastening tapes where the non- 
adhesive part forms the grip end of the fastening tape. 
[0004] An overriding consideration in the construction 
of a disposable absorbent article is the cost of manufac- 
turing the absorbent article. The present invention pro- 
vides a reduced cost method for the manufacture of 
one-piece tape tabs for use with disposable absorbent 
articles. The tape tabs can be manufactured "on-line", 
or concurrently with the chassis of the absorbent arti- 
cles and in the same location. Therefore, there is no 
need to rewind the tape stock or prepare it for shipping. 
This eliminates the need to coat the non-adhesive sur- 
face of the tape stock with a release agent, simplifying 
the process of manufacturing the tape tabs. Further, the 
one-piece tape tabs of the present invention are joined 
to the absorbent article in such a way that no release 
substrate is needed to provide a release surface for the 
pressure-sensitive adhesive of the tape tab. Thus, the 
one-piece tape tab of the present invention reduces the 



overall cost of manufacturing tape tabs and, in turn, dis- 
posable absorbent articles. 

[0005] It is an object of the present invention to pro- 
vide a low cost method for manufacturing one-piece 
5 tape tabs for use with disposable absorbent articles. 
[0006] It is a further object of the present invention to 
provide a method for the on-line manufacture of one- 
piece tape tabs to be used with disposable absorbent 
articles. 

10 [0007] These and other objectives of the present 
invention will be more readily apparent when consid- 
ered in reference to the following description and when 
taken in conjunction with the accompanying drawings. 

o 

15 SUMMARY OF THE INVENTION 

[0008] The present invention provides a method for 
the manufacture of one-piece tape tabs to be used with 
disposable absorbent articles. The tape tabs of the 

20 present invention may be manufactured concurrently 
with the chassis of the absorbent article to which the 
tape tabs will be attached. The first step is to provide a 
backing substrate upon which the pressure-sensitive 
adhesive of the tape tab can be applied. Once the back- 

25 ing is provided, the pressure-sensitive adhesive is 
applied to regions of one side of the backing substrate. 
(The pressure-sensitive adhesive preferably functions 
as the adhesive used to fasten an element of the 
absorbent article, such as a front waist region, to 

30 another element of the absorbent article, such as a rear 
waist region.) The backing substrate is then slit in a 
direction parallel to the machine direction forming tape 
tab stock that is preferably fed directly to the taper unit 
of the absorbent article manufacturing line. The taper 

35 unit cuts the tape tab stock comprising the pressure- 
sensitive adhesive into individual tape tabs, each having 
a fixed end and releasable end. The fixed end of each 
tape tab is joined to the chassis of an absorbent article 
by means of mechanically bonding the fixed end to the 

40 absorbent article. The mechanical bonding not only 
joins the fixed end of the tape tab to the absorbent arti- 
cle, but also forms a region on the outwardly facing sur- 
face of the fixed end of the tape tab that acts as a 
release surface for the pressure-sensitive adhesive. To 

45 reduce the amount of backing substrate needed, and to 
provide a larger release surface for the releasable end 
of the tape tab, an area of the absorbent article adjacent 
to the fixed end of the tape tab is also preferably sub- 
jected to mechanical bonding. The mechanical bonding 

so forms a region on the surface of the absorbent article 
that acts a release surface for the pressure-sensitive 
adhesive disposed on the releasable end of each tape 
tab. 

[0009] This method for the on-line manufacture of a 
55 one-piece tape tab provide a very low cost one-piece 
tape tab. Not only does the method eliminate the need 
for rewinding the tape stock, and thus the need for a 
release agent to be applied to the surface of the backing 
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substrate, it also eliminates the need for any release 
substrate. Therefore, a simplified and more economical 
process for manufacturing tape tabs for use with dispos- 
able absorbent articles is available that uses fewer 
materials than conventional methods. 5 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0010] While the specification concludes with claims 
particularly pointing out and distinctly claiming the sub- 10 
ject matter which is regarded as the present invention, it 
is believed that the invention will be better understood 
from the following description which is taken in conjunc- 
tion with the accompanying drawings, in which: 

15 

FIG. 1 is a plan view of an absorbent article com- 
prising a tape tab manufactured in accordance with 
the on-line method of the present invention. 

FIG. 2 is a representative side view of the method 20 
for on-line manufacturing tape tabs for use with 
absorbent articles. 

FIGS. 3a - 3c represent a plan view of the process 
for on-line manufacturing tape tabs for use with 2s 
absorbent articles, showing the flow of the process 
in the machine direction. 

FIG. 4 is a plan view of a portion of an absorbent 
article comprising the one-piece tape tab manufac- 30 
tured in accordance with the method of the present 
invention. 

DETAILED DE SCRIPTION QF THE INVENTION 

35 

[001 1 ] The method of the present invention is particu- 
larly suitable for manufacturing tape tabs for use with 
disposable absorbent articles. As used herein, the term 
'absorbent article" refers to devices which absorb and 
contain body exudates, and more specifically, refers to 40 
devices which are placed against the skin of a wearer to 
absorb and contain the various exudates discharged 
from the body. The term "disposable" is used herein to 
describe absorbent articles which are not intended to be 
laundered or otherwise restored or reused as an 45 
absorbent article afier a single use (i.e. they are 
intended to be discarded, and preferably, recycled, com- 
posted or otherwise disposed of in an environmentally 
compatible manner). A "unitary" absorbent article refers 
to an absorbent article which is formed from separate so 
parts united together to form a coordinated entity so that 
they do not require separate manipulative parts like a 
separate holder and liner. A preferred embodiment of a 
unitary absorbent article comprising tape tabs manufac- 
tured by the method of the present invention is the dis- 55 
posabie absorbent article shown in Figure 1. As used 
herein, the term "diaper" refers to an absorbent article 
generally worn by infants and incontinent persons that 



is generally worn about the lower torso of the wearer. It 
should be understood, however, that the present inven- 
tion is also applicable to other absorbent articles such 
as incontinence briefs, diaper holders, feminine hygiene 
garments, training pants, and the like. 
[0012] With reference to Figure 1 , an absorbent arti- 
cle, such as diaper 20, generally comprises a liquid per- 
meable topsheet 22, a liquid impermeable backsheet 
24, and an absorbent core 26 sandwiched between the 
topsheet 22 and the backsheet 24. The diaper 20 pref- 
erably further comprises a front waist region 36, a rear 
waist region 38, elasticized leg cuffs 28, ear flaps 30, an 
elastic waist feature 32 and a fastening system 34 com- 
prising at least one tape tab 40. An example of a pre- 
ferred absorbent article to which the tape tabs of the 
present invention may be joined is more fully and com- 
pletely described in U.S. Patent No. 5,151,092 entitled 
"Absorbent Article With Dynamic Elastic Waist Feature 
Having A Predisposed Resilient Flexural Hinge", issued 
to Buell et al. on September 29, 1992 which is hereby 
incorporated by reference herein. 

Overall process for man ufacturing one-piece tape tabs 

[0013] The tape tabs 40 of the present invention may 
be produced on the apparatus 100. as shown in Figure 
2. In a preferred embodiment the apparatus 100 is inte- 
grated into a disposable absorbent article manufactur- 
ing line such that the tape tabs 40 of the present 
invention are manufactured "on-line". (As used herein, 
the term "integrated" means interconnected process 
modules that operate concurrently to produce finished 
products from source materials. The term "on-line" is 
used to refer to the process of manufacturing the tape 
tabs 40 of the present invention on an apparatus that is 
integrated with the manufacturing line that produces the 
disposable absorbent articles to which the tape tabs will 
be joined.) 

[0014] Examining apparatus 100 in greater detail, a 
backing substrate 52 is provided and taken from the 
unwind roll 120. The backing substrate 52 may com- 
prise any material to which a pressure-sensitive adhe- 
sive may be applied. Some nonlimiting examples of 
suitable backing substrates include films, laminates, 
woven and nonwoven webs, foams, and the like. In a 
preferred embodiment, the backing substrate 52 com- 
prises a polyolefin or a polyester film ranging in thick- 
ness from about 2.5 mils to about 5.0 mils in thickness, 
more preferably about 4 mils in thickness. A polyolefin 
film that has been found to be particularly suitable for 
the backing substrate is the polypropylene film manu- 
factured by the Exxon Chemical Company of Lake 
Zurich, IL, under the trade name EX-377. 
[001 5] As shown in Figure 2. the backing substrate 52 
is taken from the unwind roll 120 and preferably passes 
through a tracking system 121 as is commonly utilized 
and known in the art to optimally track ad adjust the 
backing substrate 52 into the S-wrap tensioning rolls 
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124. A tracking system manufactured by the Fife Corpo- 
ration of Oklahoma City, Oklahoma, and sold as Model 
Op6 LRA may be suitable. The S-wrap tensioning rolls 
124 provide proper tensioning to prevent puckering or 
bunching of the backing 52. 

[001 6] Guide roll 126 guides the backing 52 into posi- 
tion adjacent the adhesive slot coater 130 for applica- 
tion of the pressure-sensitive adhesive 54. The 
adhesive slot coater 130 may be any adhesive slot 
coater as is known in the art Similarly, the pressure- 
sensitive adhesive 54 may be any pressure-sensitive 
adhesive as is known in the art, including, but not limited 
to the pressure-sensitive adhesives HL-1414 and HL- 
1350 manufactured by the H. B. Fuller Company of St 
Paul Minnesota; and H-2153 manufactured by the Find- 
ley Adhesive Corporation of Wauwatosa, Wisconsin. 
The adhesive slot coater 130 preferably applies the 
pressure-sensitive adhesive 54 to the backing 52 in a 
heated, liquid state. After the pressure-sensitive adhe- 
sive 54 is applied, the backing 52 is preferably directed 
to a chill roll 1 32 such that the pressure-sensitive adhe- 
sive 54 is cooled and permitted to solidify on the surface 
of the backing 52. 

[0017] Once the pressure-sensitive adhesive 54 has 
been applied, and preferably cooled, the backing 52 is 
preferably directed to a shear slitting apparatus 1 34 that 
slits the backing 52 in a direction parallel to the machine 
direction forming tape tab stock 70. (It should be noted, 
however, that in a less preferred embodiment, the back- 
ing substrate 52 is not slit and separated. In such an 
embodiment, a single piece of tape tab stock 70 results 
rather than the multiple segments as described more 
fully below.) The backing 52 is then separated laterally 
at the slit. (As used herein, the term "laterally" is defined 
as the direction perpendicular to the machine direction, 
or parallel to the cross machine direction.) The backing 
52 may be separated by any means as are known in the 
ail, including but not limited to any web spreader 136 
known in the art. Finally, the tape tab stock 70 compris- 
ing the backing substrate 52 and the pressure-sensitive 
adhesive 54 is directed to a taper unit 1 70. The taper 
unit 170 cuts the tape tab stock 70 into individual tape 
tabs 40 and joins the individual tape tabs to the chassis 
of an absorbent article. 

Preferred embodiment 

[0018] As described above, the tape tabs 40 of the 
present invention are made by first providing a backing 
substrate upon which the pressure-sensitive adhesive 
of the tape tab 40 can be applied. Figure 3a shows the 
backing substrate 52 having a longitudinal centerline L 
and a transverse centerline T perpendicular to the lon- 
gitudinal centerline L (As used herein, the term "longi- 
tudinal centerline" refers to an imaginary line that tuns 
parallel to the machine direction. The "transverse cen- 
terline runs perpendicular to the machine direction and 
parallel to the cross machine direction.) The backing 



substrate 52 further comprises a first surface 80, a sec- 
ond surface 82 opposed to the first surface 80. and a 
pair of outer longitudinal edges 84. (As shown in Figure 
3c, the backing substrate 52 further comprises a pair of 
5 inner longitudinal edges 83 once the backing substrate 
has been slit) 

[0019] Figure 3b shows a plan view of the backing 
substrate 52 after it has passed the slot coater 1 30, hav- 
ing the pressure-sensitive adhesive 54 applied to the 
10 first surface 80. (The pressure-sensitive adhesive pref- 
erably functions as the adhesive used to fasten an ele- 
ment of the absorbent article, such as a front waist 
region, to another element of the absorbent article, such 
as a rear waist region.) In a preferred embodiment, the 
is pressure-sensitive adhesive 54 is not applied to the 
entire first surface 80 of the backing substrate 52. 
Rather, it is preferred that the pressure-sensitive adhe- 
sive 54 be applied continuously to the backing substrate 
52 in zones, preferably at least a first zone 86 and a sec- 
ond zone 88. (As used herein, the term "continuously" 
means a generally unbroken pattern.) The first zone 86 
and the second zone 88 are preferably disposed trans- 
versely inwardly from the outer longitudinal edges 84 of 
the backing substrate 52. (As used herein, the term 
"transversely inwardly" means toward the longitudinal 
centerline L The term "transversely outwardly" means 
away from the longitudinal centerline L.) The area 
between the outer longitudinal edges 84 of the backing 
substrate 52 and the zones 86 and 88 of pressure-sen- 
sitive adhesive 54 creates fixed regions 74 and 76. 
(These fixed regions 74 and 76 will be the portions of 
the tape tabs 40 that become permanently fixed to the 
chassis of the absorbent article.) 
[0020] The first zone 86 and the second zone 88 are 
also preferably transversely separated about the longi- 
tudinal centerline L This leaves a non-adhesive area 75 
between the first zone 86 and the second zone 88 that 
may be utilized as a release tab 85. The release tab 85, 
as shown in Figure 4 provides the user with a portion of 
the backing substrate 52 which is free of pressure-sen- 
sitive adhesive 54 and preferably not adhered to the 
release substrate or any other element of the diaper 20. 
Thus, the user may grasp the release tab 85 and more 
easily open the tape tab 40. (As used herein, the phrase 
"open the tape tab" refers to separating the pressure- 
sensitive adhesive 54 disposed on the tape tab 40 from 
the release substrate 50 or any other surface to which 
the pressure-sensitive adhesive 54 may be adhered.) 
However, if the first zone 86 and the second zone 88 are 
not transversely separated about the longitudinal cen- 
terline L. alternative methods of providing a release tab 
85 are available. The methods include, but are not lim- 
ited to, folding a portion of the backing substrate 52 
adjacent the inner longitudinal edges 83 onto the pres- 
sure-sensitive adhesive 54 disposed on the backing 
substrate 52 or coating the backing substrate 52 adja- 
cent the inner longitudinal edges 83 with a release 
agent or material that will prevent the pressure-sensitive 
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adhesive 54 in the area adjacent the inner longitudinal 
edges 83 from adhering to the release surface 79 or any 
other elements of the diaper 20. (The release surface 
79 is described in greater detail below.) 
[0021] As shown in Figure 3c. the backing substrate 
52 is preferably slit along the longitudinal centerline L, 
forming at least two backing substrate segments, 90 
and 92. (Embodiments are contemplated, however, 
wherein more than two zones of pressure-sensitive 
adhesive 54 are applied to the backing substrate and 
wherein the backing substrate is slit and divided into 
more than two backing substrate segments.) The back- 
ing substrate segments, 90 and 92, are preferably sep- 
arated transversely before they are directed to the taper 
unit 170. The taper unit 170 cuts the backing substrate 
segments 90 and 92 into individual tape tabs 40. Each 
individual tape tab has a fixed end 77 and a releasable 
end 78 (shown in Figure 4). The releasable end 78 pref- 
erably comprises the pressure-sensitive adhesive 54 
applied to the substrate backing 52. The fixed end 77 
preferably comprises one of the fixed regions 74 or 76 of 
the backing substrate 52 and is preferably free of pres- 
sure-sensitive adhesive 54. This reduces the amount of 
pressure-sensitive used and ensures that the pressure- 
sensitive adhesive does not interfere with the mechani- 
cal bonding of the fixed end 77 to the chassis of the 
absorbent article. 

[0022] The fixed end 77 of the tape tab 40 is preferably 
bonded to a surface of the absorbent article by a 
mechanical bond. Although any mechanical bonding 
means as are known in the art may be used, it is pre- 
ferred thatHhe mechanical bond create a surface that 
acts as a release surface 79 for the pressure-sensitive 
adhesive 54 disposed on the releasable end 78 of the 
tape tab 40. The release surface 79 of the bonded area 
permits the one-piece tape tab to be releasably fasten- 
able without the use of any release substrate. In pre- 
ferred embodiments, the area of the release surface 79 
is larger than the area of the releasable end 78 tape tab 
40 comprising pressure-sensitive adhesive 54. Suitable 
mechanical bonding methods include, but are not lim- 
ited to, ultrasonic bonding, autogenous bonding, friction 
bonding, heat bonding and pressure bonding. 
[0023] In an especially preferred embodiment of the 
on-piece tape tab 40, as shown in Figure 4, the 
mechanical bond that joins the fixed end 77 of the tape 
tab to the absorbent article is extended beyond the 
dimensions of the fixed end 77 of the tape tab 40 onto a 
surface of the absorbent article adjacent the fixed end 
77 of the tape tab 40 to provide a larger release surface 
79. This reduces the amount of the tape tab 40 that 
needs to be reserved for the fixed end 77, and thus, 
reduces the overall cost of the one-piece tape tab. 
[0024] The bonded area of the fixed end 77 need only 
be large enough to ensure that the tape tab 40 will be 
securely fixed to the absorbent article once the 
mechanical bonding process is complete. The fixed end 
77 of the tape tab 40 may be joined to the topsheet 22 



or the backsheet 24 of the absorbent article. Further, 
the fixed end may be joined between the topsheet 24 
and the backsheet 26, or to any other element of the 
absorbent article. One preferred embodiment is shown 

5 in Figure 4, wherein the fixed end 77 of the tape tab 40 
is joined to the topsheet 24 of the absorbent article. 
[0025] In alternative embodiments of the present 
invention, the release surface 79 may be formed by 
mechanical manipulation of the fixed regions 74 and 76 

io of the tape tab stock 70 before the tape tab stock 70 is 
cut into individual tape tabs 40, af ier individual tape tabs 
40 have been formed but before the tape tabs 40 are 
joined to the absorbent article, or after the tape tabs 40 
are joined to the absorbent article. (As used herein, the 

75 term "mechanical manipulation" refers to the process of 
changing the physical attributes of a substance by 
means including, but not limited to, heat pressure, fric- 
tion, ultrasonics or embossing.) In these embodiments, 
the fixed ends 77 of the tape tabs 40 may be joined to 

20 the absorbent article by methods other than mechanical 
bonding, including, but not limited to. adhesive bonding. 
An adhesive suitable for bonding the tape tabs 40 the an 
absorbent article is the hot melt adhesive HL-1358 
manufactured by the H.B. Fuller Company of St Paul, 

25 Minnesota. 

[0026] While particular embodiments of the present 
invention have been illustrated and described, it would 
be obvious to those skilled in the art thai various other 
changes and modifications can be made without 

30 departing from the spirit and scope of the invention. It is 
therefore intended to cover in the appended claims all 
such changes and modifications that are within the 
scope of this invention. 

35 Claims 

1. A method for manufacturing a retestenable, one- 
piece tape tab (40) for a disposable absorbent arti- 
cle, characterized in that the method comprises the 
40 steps of: 

providing a backing substrate (52) having a lon- 
gitudinal centerline and a transverse centerline 
perpendicular to said longitucfinaJ centerline; 

45 

applying a pressure-sensitive adhesive (54) to 
said backing substrate; 

slitting said backing substrate in a direction 
so parallel to said longitudinal centerline. prefera- 

bly coincident with said longitudinal centerline, 
to form at least two segments (90, 92), 

separating said segments (90, 92) in a direc- 
55 tion parallel to said transverse centerline form- 

ing a tape tab stock; 

cutting said tape tab stock into individual tape 
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tabs, each said tape tab having a fixed end (77) 
and a refastenable end (78), wherein said pres- 
sure-sensitive adhesive is not applied to said 
fixed end of said tape tab; and 

bonding said fixed end of said tape tab to an 
absorbent article (20) having a topsheet (22) 
and a backsheet (24), said bonding forming an 
area to which said pressure-sensitive adhesive 
can be releasably attached, wherein said bond- 
ing is preferably selected from the following 
group: ultrasonic bonding, heat boncBng, pres- 
sure bonding, friction bonding or autogenous 
bonding. 

2. The method of Claim 1 wherein said fixed end is 
bonded to said topsheet, said backsheet or 
between said topsheet and said backsheet of said 
absorbent article. 

3. The method of Claims 1 or 2 further comprising the 
step of bonding a portion of said absorbent article 
adjacent to said fixed end of said tape tab creating 
a landing area such that said refastenable end of 
said tape tab can be releasably attached to said 
landing area. 

4. The method of Claim 3 wherein said fixed end of 
each of said tape tabs is joined to said absorbent 
article by an adhesive, preferably a hot melt adhe- 
sive. 

5. The method according to any of the preceding 
claims wherein said backing substrate comprises a 
polypropylene film. 

Patentanspruche 

1. Em Verfahren zum Herstellen einer wiederbefestig- 
baren. einstuckigen Bandlasche (40) fur einen weg- 
werfbaren absorbierenden Artikel, dadurch 
gekennzeichnet, daB das Verfahren folgende 
Schritte umfaftt: 

Beistellen eines Unterlagssubstrats (52) mtt 
einer Langsmittellinie und einer Guermittellinie 
lotrecht zur genannten Langsmittellinie; 
Aufbringen eines druckempfindlichen Kleb- 
stoffs (54) auf das genannte Unterlagssubstrat; 
Schlrtzen des genannten Unterlagssubstrats in 
einer Richtung parallel zur genannten Langs- 
mittellinie, vorzugsweise koinzidierend mit der 
genannten Langsmittellinie, um mindestens 
zwei Segmente (90, 92) zu bilden; 
Abtrennen der genannten Segmente (90, 92) in 
einer Richtung parallel zur genannten Quermit- 
teliinie, ein Bandlaschen-Material bildend; 
Schneiden des genannten Bandlaschen-Mate- 



rials in einzelne Bandlaschen, wobei jede 
genannte Bandlasche ein fixiertes Ende (17) 
und ein wiederbefestigbares Ende (18) umfaBt, 
wobei der genannte druckempfindliche Kleb- 

5 stoff nicht auf das genannte fixierte Ende der 

genannten Bandlasche aufgebracht ist; und 
Verbinden des genannten fixierten Endes der 
genannten Bandlasche mit einem absorbieren- 
den Artikel (20), welcher ein Deckblatt (22) und 

w ein ROckenblatt (24) aufweist, wobei die 

genannte Verbindung eine Zone bildet, an wel- 
cher der genannte druckempfindliche Klebstoff 
lOsbar f ixiert werden kann, wobei die genannte 
Verbindung vorzugsweise aus der folgenden 

is Gruppe ausgewahlt ist: Ultraschallbindung, Hrt- 

zebindung, Druckbindung, Reibungsbindung 
Oder Autogenbindung. 

2. Das Verfahren nach Anspruch 1 , bei welchem das 
20 genannte fixierte Ende an das genannte Deckblatt, 
genannte Ruckblatt oder zwischen dem genannten 
Deckblatt und dem genannten ROckenblatt des 
genannten absorbierenden Artikels gebunden wird. 

25 3. Das Verfahren nach Anspruch 1 oder 2, welches 
werters den Schritt des Verbindens eines 
Abschnitts des genannten absorbierenden Artikels 
benachbart zum genannten fixierten Ende der 
genannten Bandlasche urrrfaBt, wobei eine Auftreff- 

30 zone geschaffen wird, sodaB das genannte wieder- 
befestigbare Ende der genannten Bandlasche 
Idsbar an der genannten Auftreffzone f ixiert werden 
kann. 

35 4. Das Verfahren nach Anspruch 3, bei welchem das 
genannte fixierte Ende einer jeden der genannten 
Bandlaschen mit dem genannten absorbierenden 
Artikel durch einen Klebstoff, vorzugsweise einen 
Hot-Melt-Klebstoff, verbunden wird. 

40 

5. Das Verfahren nach einem der vorhergehenden 
^ AnsprOche, bei welchem das genannte Unterlags- 
substrat eine Polypropylenfblie umfaGt. 

45 Revendications 

1. Proc6de pour fabriquer une patte a ruban en une 
seule piece, susceptible d'dtre rattach6e (40) pour 
un article absorbant a jeter aprds usage, caracte- 
50 rise en ce que le procgde comporte les stapes sui- 
vantes : 

on fournit un support de base (52) ayarrt une 
ligne mediane longltudinale et une ligne 
55 m6diane transversale perpendiculaire a ladite 

ligne mediane longitudinaie; 
on applique un adh§sif sensible a la pression 
(54) sur ledrt support de base; 
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on fend ledit support de base dans une direc- 
tion parallele k ladite ligne m6diane longitudi- 
naie, de preference coTncidant avec ladite ligne 
m§diane long'rtudinale, de mantere a former au 
moins deux segments (90, 92); 5 
on s6pare lesdits segments (90, 92) dans une 
direction parallele a ladite ligne mediane trans- 
versale en formant un stock de pattes a ruban; 
on coupe ledit stock de pattes a ruban en pat- 
tes a ruban individuelles, chacune desdites 10 
pattes a ruban ayant une extremrte f ixee (77) et 
une extremite susceptible d'etre rattachee (78), 
dans lequel ledit adhesif sensible a la pression 
n'est pas applique a ladite extremrte f ixee de 
ladite patte a ruban; et is 
on relie ladite extremite f ix§e de ladite patte a 
ruban a un article absorbant (20) ayant une 
feuille de dessus (22) et une feuille de fond 
(24), ladite liaison formant une surface a 
laqueile ledit adhesif sensible a la pression 20 
peut dtre f ix6 de fagon amovible, et dans lequel 
ladite liaison est, de preference, choisie dans le 
groupe suivant : une liaison aux ultrasons. une 
thermo-liaison, une liaison par pression. une 
liaison par fiction ou une liaison autogene. 25 

2. Procede selon la revendication 1 , dans lequel ladite 
extr6mit6 fixee est reliee a ladite feuille de dessus. 
ladite feuille de fond, ou entre ladite feuille de des- 
sus et ladite feuille de fond dudit article absorbant. 30 

3. Procede selon la revendication 1 ou 2, comprenant, 
en outre, I'etape consistant a relier une parte dudit 
artide absorbant , pres de ladite extremite fixee de 
ladite patte a ruban, en creant une surface de 35 
reception de telle sorte que ladite extremite sus- 
ceptible d'etre rattachee de ladite patte a ruban 
peut Stre fix6e de fagon amovible a ladite surface 

de reception. 

40 

4. Proc6de selon la revendication 3, dans lequel ladite 
extrgmrte f ixee de chacune desdites pattes a ruban 
est reunie audit article absorbant a I'aide d'un adhe- 
sif ( de preference un adhesif thermo-fusible. 

45 

5. Procede selon Tune quelconque des revendications 
precedentes, dans lequel ledit support de base 
comporte un film en polypropyldna 
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